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1
PORTABLE FOAM PANEL CUTTING
MACHINE

CROSS-REFERENCE TO RELATED
APPLICATION

This Application is a Continuation of and claims priority to
U.S. application Ser. No. 13/782,308 filed Mar. 1, 2013 to
Kenneth R. Cole entitled “Portable Foam Panel Cutting
Machine,”, which is a Continuation-in-Part of and claims
priority to U.S. patent application Ser. No. 12/218,678, filed
Jul. 17, 2008, to Kenneth R. Cole, et al. entitled “Automated
Foam Panel Apparatus, Blade, and Associated Method,” now
U.S. Pat. No. 8,397,387 issued Mar. 19, 2013. This Applica-
tion further claims priority to U.S. Provisional Patent Appli-
cation No. 61/762,397, filed Feb. 8, 2013, to Kenneth R. Cole,
entitled “Portable Foam Cutting Machine,”. The entire dis-
closures, including the specifications and drawings, of all
above-referenced applications are incorporated herein by ref-
erence.

FIELD OF THE INVENTION

The present invention relates to a device for cutting profiles
for metal studs into a foam panel, such foam including
expanded polystyrene (EPS) or other foam material to be used
in insulated building panels.

BACKGROUND OF THE INVENTION

Devices utilizing hot-wire cutting machines to cut the stud
profiles in to foam panels are known. The processes under-
taken by these machines are expensive and not accurate
because the hot wire process invites the cutting wire to wan-
der or sag, creating assembly difficulties because the cuts are
not straight and, therefore, a straight metal stud has a difficult
time sliding into the profile cut. Thus, there is a need in the art
for a cutting device that would cut stud profiles with both
accuracy and efficiency.

U.S. patent application Ser. No. 12/218,678 sets forth a
foam panel cutting, machine that cuts a profile of a metal stud
into a foam panel by placing the foam panel on a stationary
platform wherein the machine includes the cutting members
being disposed on a moveable head. The moveable cutting
head moves over or under the foam panels to cut the slots, also
known as kerfs. This configuration, however, necessarily lim-
its a length of a foam panel that can be utilized due to limita-
tions in the movement of the head and the size of the support-
ing platform. Thus, there is a need in the art for a cutting
machine that is configured to cut metal stud profiles in foam
panels of variable lengths.

Further, a cutting machine having the foam panel being
stationary on the machine’s platform and the cutting mem-
bers being on a moveable head that moves along the length of
the foam panel necessitates a centralized manufacturing facil-
ity. The size of the fixed platform and the controls and guide
system required to accurately cut metal stud profiles into the
foam panel requires a large enclosed area. Further, this con-
figuration greatly reduces the ability to adapt the length or
configuration of manufactured sheets due to the conditions on
ajob-site. Accordingly, the large machine required for cutting
foam panels on a stationary platform ultimately reduces the
ability to utilize insulated structural panels in remote areas or
other areas that are a sufficient distance from a manufacturing
facility due to shipping limitations and costs associated there-
with and also prevents modification of panels on-site to adapt
to any issues that may occur during installation. Thus, there is

20

30

40

45

2

a need in the art for a metal stud profile cutting machine that
is portable and may be taken to a job site in order to assemble
the insulated building panels on-site.

Moreover, a stationary cutting machine is less efficient
because the foam panel has to be moved to another machine
for the insertion of the metal studs into the foam panel after
cutting the kerfs in order to assemble the insulated building
panel. Thus, there was also a need in the art for a cutting
machine that may be integrated into a continuous panel pro-
duction line that simultaneously cuts the EPS panel and
inserts the necessary length of metal stud to form the insulated
building panels.

SUMMARY OF THE INVENTION

The device of the present invention is adapted for cutting
slots into foam panels, sheets or boards, wherein such foam
may include expanded polystyrene (EPS) or other suitable
material. The slots cut by the present cutting machine are
sized and shaped to receive at least a portion of a conventional
metal stud. The slots are also called kerfs herein. In one
embodiment, the slots are cut into EPS foam panels using
heated “J” or “L’-shaped blades. Once the slots are cut into
the foam panels, the metal studs may be inserted into the
slots/kerfs.

The machine of the present invention includes a stationary
arrangement of hot knives. The foam panels are fed into the
present machine, where the blades of the hot knives cut “J”-
shaped or “L’-shaped slots into the foam panels as they pass
through the present machine. In other words, the blades are
stationary during the cutting and the foam panels move
through the blades. This is particularly advantageous over the
previous machines because it does not limit the length of the
foam panel that can be cut or the length of the building panel
being constructed. Therefore, unlike with previous machines,
very long foam panels (including boards of infinite length,
theoretically) may be utilized. Additionally, the cutting
machine of the present invention may include hot knives or
blades that are configured and operable to cut door jambs and
window jambs into the foam panels.

The overall configuration of the present cutting machine
may include one or more of (a) a stationary, stand-alone
cutting unit, (b) at least one upper and/or lower roller which
guide the panel through the cutting unit and may or may not
bedriven using a drive system, and (¢) entry and/or exit feeder
platforms adjacent the entrance and exit of the cutting unit.
The feeder platforms may comprise rollers, conveyor belts or
the like. The feeder platform rollers and conveyors may be
driven or non-driven. The feeder platforms may be detachable
from the cutting unit during transportation and storage. The
feeder platforms may additionally be broken down and/or
folded up so that the cutting machine can be transferred or
stored as a compact unit and easily moved from job site to job
site.

Other and further objects of the invention, together with the
features of novelty appurtenant thereto, will appear in the
course of the following description.

BRIEF DESCRIPTION OF THE SEVERAL
VIEWS OF THE DRAWINGS

The accompanying drawings form a part of the specifica-
tion and are to be read in conjunction therewith, in which like
reference numerals are employed to indicate like or similar
parts in the various views.
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FIG. 1A is a side perspective view of an insulated building
panel including a foam panel cut using the cutting machine of
the present invention;

FIG. 1B is a partial section view of the insulated building
panel of FIG. 1A taken generally along the line 1B-1B in the
direction of the arrows showing the construction of the insu-
lated building panel, the shape of the metal studs, the thermal
barrier, and the utility runs;

FIG. 2 is a perspective view of a foam panel cutting
machine including a cutting unit, an entry feeder platform and
an exit platform in accordance with one embodiment of the
present invention;

FIG. 3 is a partial section view of the cutting machine of
FIG. 2 taken generally along the line 3-3 in the direction of the
arrows;

FIG. 4 is a partial section view of the cutting machine of
FIG. 3, taken generally along the line 4-4 in the direction of
the arrows;

FIG. 5 is a schematic side view of the upper feed rollers, the
lower feed rollers and a hot knife positioned within the rollers
of'the foam panel cutting unit in accordance with one embodi-
ment of the present invention;

FIG. 6A is a front view of a blade of a hot knife in accor-
dance with one embodiment of the present invention;

FIG. 6B is a side view of the blade of FIG. 6A;

FIG. 7 s aschematic diagram of the upper and lower rollers
and a drive system the foam panel cutting unit in accordance
with one embodiment of the present invention; and

FIG. 8 is a schematic diagram of a control panel of the foam
panel cutting unit in accordance with one embodiment of the
present invention.

DETAILED DESCRIPTION OF THE INVENTION

The following detailed description of the present invention
references the accompanying drawing figures that illustrate
specific embodiments in which the invention can be prac-
ticed. The embodiments are intended to describe aspects of
the present invention in sufficient detail to enable those
skilled in the art to practice the invention. Other embodiments
can be utilized and changes can be made without departing
from the spirit and scope of the present invention. The present
invention is defined by the appended claims and, therefore,
the description is not to be taken in a limiting sense and shall
not limit the scope of equivalents to which such claims are
entitled.

In addition to the teachings below, the description of the
present cutting machine hereby incorporates the disclosures
of U.S. patent application Ser. No. 12/218,678 and U.S. Pro-
visional Patent Application No. 61/762,397, the entireties of
which are hereby incorporated by reference, including all
figures and drawings thereof. The present cutting machine 10
provides an apparatus and method for constructing prefabri-
cated insulated building panels 201 foruse in commercial and
residential building construction. Insulating building panels
201 may be structural or may simply be partition walls. As
shown in FIGS. 1A and 1B, building panel 201 has four main
components: foam panel 200, top frame 203, bottom frame
205, and one or more metal studs 207 separated at a spacing
“S” A metal stud 207 is inserted into a kerf 211 found in the
foam panel 200, such kerfs 211 have a substantially similar
cross-sectional shape to match the profile of the metal studs
207. In particular, kerfs 211 may include a width 224 to match
the width of the flange 226 of metal stud 207. Foam panel 200
has an interior surface 220 and an exterior surface 222 and
may be formed of any insulating foam now known or hereaf-
ter developed. One common foam type used for this purpose
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is EPS. Top frame 203 and bottom frame 205 are secured to
metal studs 207 using well known fasteners to form a strong,
lightweight, insulated building panel 201. In one embodi-
ment, the uncut portion of foam panel 200 forms the exterior
surface of building panel 201 and creates an uninterrupted
thermal barrier. The interior of building panel 201 may be
wallboard 213 or other like material such as drywall, fiber-
board, or plywood, which can be attached to studs 207 on the
building site according to the specific architectural design of
the building. In order to meet building codes of most loca-
tions, studs 207 must be recessed from the exterior surface
222 of foam panel 200 by a minimum predetermined depth
215 to form an uninterrupted thermal barrier. In some appli-
cations, the attachment of wallboard 213 to studs 207 creates
a hollow cavity 217 in which conduit (not pictured) or other
in-wall utilities such as electrical and plumbing lines and
outlets may be installed. Alternatively, the foam panel 200
may extend to the interior flange of metal stud 207 leaving no
cavity between the wall board 213 and the foam panel 200. In
this case, pathways may be cut into the foam panel 200 for
installation of the in-wall utilities.

FIG. 2 illustrates the general configuration of the foam
profile cutting machine 10 of the present invention including
a control panel 12, an entry feeder platform 14, a cutting unit
15 and an exit support platform 16 that support a foam panel
200 being fed through cutting machine 10 to cut kerfs 211
and, in some cases, other openings in a foam panel 200 as a
step in forming insulated building panel 201 (shown in FIGS.
1A and 1B). Support platforms 14 and 16 each comprise a
frame 18 that can support a plurality of rollers 20. Platforms
14 and/or 16 may be detachable from cutting unit 15, and may
be foldable or otherwise disassembled for transport or stor-
age. Entry feeder platform 14 may be removably coupled on
an entry side of cutting unit 15 and exit support platform 16
may be removably coupled to an exit side of cutting unit 15.

FIG. 3 shows an embodiment of cutting machine 10
wherein the cutting unit 15 includes a machine frame 22, at
least one upper feed roller 24, at least one lower feed roller 26,
and a plurality of hot knives 28. In one embodiment, tubular
steel machine frame 22 supports both lower feed rollers 26
and upper feed rollers 24, wherein the rollers 24 and 26 are
journaled for rotation or otherwise supported for free rotation
about their respective longitudinal axes. An embodiment of
cutting unit 15 may include a series of upper and lower feed
rollers 24 and 26 to support the top and bottom surface of
foam panel 200 as it passes through the machine to accurately
and straightly cut slot/kerf 211. Foam panel 200 may be fed
through cutting unit 15 by one or more rollers 24 or 26 that are
driven by a drive system 30 wherein FIG. 3 shows drive
chains 78 and 80 of drive system 30 (described in more detail
below and shown in FIG. 7). In one embodiment, cutting unit
15 may include alignment guides which provide lateral align-
ment of foam panel in cutting unit 15 and keep foam panel
200 aligned while moving through cutting unit 15. The align-
ment guides may extend the entire length of cutting unit 15, or
may extend another length determined to be sufficient for
maintaining the orientation of foam panel 200 in cutting
machine 15. In one embodiment, the alignment guides are
around two and one-half feet long. The alignment guides may
be adjustable laterally in width to accommodate foam panels
of various widths. One or more rollers may be urethane cov-
ered. In one embodiment, one or more rollers are driven by
drive system 30 and are also be textured or have a tacky
surface 32 to provide a gripping surface to grip foam panel
200 while feeding foam panel 200 through cutting unit 15.
One embodiment includes the steel frame 22, rollers 24 and
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26, drive system 30, and roller platforms 14 and 16 being
configured to be modular and/or portable for on-site panel
construction.

In one embodiment, upper feed rollers 24 are operably
connected to adjustable head 34 wherein adjustable head 34 is
moveably mounted to frame 22 so that the gap distance 36
between upper and lower rollers 24 and 26 is adjustable. Gap
distance 36 may be set to match the thickness of the foam
panel so that the foam panel will be supported on the top and
the bottom to provide accurate cuts for the insertion of metal
studs 207. For example, cutting unit 15 may provide a gap
distance 36 between about three (3) inches or less to about
twelve (12) inches or more, with one embodiment allowing
adjustment of the gap 36 between the feed rollers 24 and 26
between about four (4) inches to about five (5) inches for use
with a nominal 2"x4" metal stud (actual dimension 115"x
315™). Cutting unit 15 of cutting machine 10 may be adjust-
able to facilitate manufacturing an insulated wall panel 201
corresponding to any known nominal thickness of foam panel
200 which may correspond to common wall thicknesses. For
example, standard construction uses four (4) inch, six (6)
inch, eight (8) inch, ten (10) inch, and twelve (12) inch nomi-
nal structural wall members and trim materials are already
manufactured to match these nominal widths. The width “w,”
of the upper and lower feed rollers 24 and 26 is the same or
slightly wider than the nominal width of the foam panel 200
to be incorporated into structural panel 201. However, any
width w, of rollers 24 and 26 is within the scope of the present
invention. Foam panel 200 may be standard construction
sheathing dimensions, of four (4) feet or eight (8) feet, a width
that corresponds to standard wall stud spacing of twelve (12)
inches, sixteen (16) inches, or twenty-four (24) inches,
though cutting machine 10 is capable to cut slots/kerfs 211 at
any other spacing S specified.

One or more of the upper feed rollers 24 and lower feed
rollers 26 may be operably rotated by a drive system 30.
Adjustable head 34 may be connected to frame 22 with an
adjustment mechanism 38, for example a hydraulic or pneu-
matic actuator 38 as shown in FIG. 3. Another embodiment
(not shown) uses a rack configuration with an adjustment
crank that can be used to raise and lower the adjustable head
34. Further, any other mechanical method for raising and
lowering adjustable head 34 and upper rollers 24 with respect
to lower rollers 26 now known or hereafter developed is
within the scope of the present invention.

As shown in FIGS. 3, 4 and 5, hot knife 28 can be posi-
tioned on the frame vertically to extend within the gap 36
formed between the upper and lower rollers 24 and 26. The
embodiment shown in FIGS. 3 and 4 provides each hot knife
28 comprising a body 40 which includes circuitry and a linear
motion actuator 42 operable to raise and lower blade 44 ofhot
knife 28. Actuator 42 may extend between aretracted position
and an extended position wherein the end of blade 44 can be
positioned in a desired location to provide a desired cut depth
D, at an extended position and can be retracted such that it
will not engage foam panel 200 as it passes through cutting
machine 10. One embodiment of cutting unit 15 provides
kerf/slot 211 having a cut depth D_and a thermal barrier depth
D,. Thermal barrier depth D, comprises an uninterrupted foam
portion of the foam panel on an exterior face of each insulat-
ing building panel 201. In one embodiment, the thermal bar-
rier depth D, may be around 1%2" thick. However, any other
thermal barrier depth D, can be provided using cutting unit 15
as necessary to meet certain building codes or other designer
desired performance metric. In one embodiment, each hot
knife 28 may have its own actuator 42 so that an operator can
select whether each hot knives is to be lowered to engage to
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cut slots/kerfs 211 in the foam panel 200. This feature is
particularly advantageous when wider stud spacing S is pro-
vided and less hot knives are needed.

Actuators 42 allow for blades 44 to be lowered to a position
to cut slots/kerfs 211 in the foam panel 200 prior to feeding
the panel through. In addition, actuators 42 can be used to
lower and raise blades 44 of hot knives 28 while the foam
panel 200 travels through cutting unit 15 to cut window and/or
door openings as desired. Alternatively, FIG. 5 illustrates an
embodiment wherein the hotknife 28 is mounted below lower
rollers 26 so that the heat generated in blade 44 ofhot knife 28
does not build-up on the actuator, circuitry and other controls.
FIG. 5 shows another embodiment of a hot-knife 28 without
an actuator. Blades 44 may come in various sizes and may be
interchangeable such that a different blade 44 can be utilized
for each nominal foam panel thickness to cut slots/kerfs 211
in each foam panel for the proper cutting depth D, and ther-
mal barrier depth D,. Since most panels for any given project
will often be the same thickness, a blade 44 having the desired
length may be installed at the beginning of a project and
subsequently changed for other project or panel thickness or
as otherwise desired. The embodiment of FIG. 5 may also
include an additional hot knife 28 configured to cut window
or door openings in building panel 201. In any embodiment,
the window or door openings may be cut into the panel 200
manually.

As shown in FIGS. 3, 4 and 5, hot knife housing 40 may be
mounted on a guide rail 46 wherein the lateral position to
spacing “S” and each hot knife 28 may be adjusted to cut
profiles at the conventional 16" to 24" on-center position or
any other desired stud spacing S. FIGS. 3 and 4 show an
embodiment wherein the guide rail is a single rail 50 that has
a shape which prohibits rotation of the housing 40 ofhotknife
48. FIG. 5 shows an embodiment wherein housing 40 is
mounted upon two circular rods 52 which provide a similar
prevention of rotation of the hot knife 28. Lateral adjustment
may be performed manually wherein the position of each hot
knife is fixed using a clamping device 48. Any clamping
device 48 now known or hereafter developed may be used to
fix the position of each hot knife, for example, a cam-type
clamp is shown in FIGS. 4 and 5. An embodiment of a cutting
unit of the present cutting machine (not shown) may also
include motorized lateral adjustment wherein the lateral posi-
tion of hot knife 28 is facilitated using a servo motor or other
motor now-known or hereafter developed to cause the lateral
motion and positioning of hot knife 28.

An embodiment of cutting unit 15 may also be configured
to cut door and window cuts on a single pass. At least one hot
knife (not shown) may be positioned before, after, or in-line
with the row of hot knives 28 shown. The at least one hotknife
is configured to have both lateral movement and downward
motion capabilities and is operable to be selectively deployed
downward and in a lateral motion to cut window or door
openings. The engagement of these hot knives may be com-
plimentary to the drive speed of the rollers to allow for the
rollers to stop feeding foam panel 200 through cutting unit 15
thereby allowing a transverse cut to be made in the foam panel
200.

FIG. 4 illustrates one embodiment of cutting unit 15
including four upper rollers 24 and four lower rollers 26 with
hot knife 28 being disposed between the second and third
upper and lower rollers 24a and 245 and 26a and 26b. This
configuration allows cutting unit 15 to provide support on
both the top surface 220 and bottom surface 222 of foam
panel 200 while it passes through cutting unit 15. However,
hot knife 28 can alternatively be positioned before, after or
in-between any of the upper or lower rollers 24 and 26.



US 9,272,346 B2

7

FIGS. 6A and 6B show blade 44 in more detail. As stated
above, blade 44 is preferably electrically heated. When elec-
trical heat is used, blade acts as a circuit. Such circuit is
comprised of anode 54, cutter 56, heat sink 58, and cathode
60. The shape of blade 44 is critical in providing superior
cutting properties over hot wire cutters of the prior art because
the shape of blade 44 dictates the way in which each element
of the circuit performs. During operation of the present cut-
ting machine 10, electrical current flows into anode 54 and
through cutter 56. As seen in the drawing, cutter 56 is com-
prised of a relatively long, thin, and flat piece of conductive
material. Heat sink 58 is comprised of a length of material that
is approximately the same length as cutter 56. However, heat
sink 58 is considerably wider, and may preferably be some-
what thicker than cutter 56. Further, to increase both the
stiffness of blade 44 and the cross-sectional area of heat sink
58, blade 44 may comprise a stiffening return 62 coupled and
substantially perpendicular to heat sink 58. Stiffening return
62 may be a width of bent heat sink or may be otherwise
coupled to heat sink 58, such as through a weld. An electrical
insulator 64, which can be a ceramic or a non-conducting gas
such as air in the gap (as shown), separates cutter 56 and heat
sink 58 at all points except for a bridge 66 electronically
connecting cutter 56 and heat sink 58.

The thickness and width of cutter 56 dictates that when
current flows through cutter 56, cutter 56 heats to a relatively
uniform temperature because the cross section of the conduc-
tive material remains substantially the same throughout the
length of cutter 56. A uniform temperature can be maintained
with this configuration because cutter 56 yields uniform resis-
tance. After an electrical current exits cutter 56 and enters heat
sink 58 through bridge 66 wherein bridge 66 may have sub-
stantially the same cross sectional area as cutter 56, the cross
section of conductive material comprising heat sink 58
increases. The increase in cross sectional area between heat
sink 58 and cutter 56 means that the electronic resistance of
heat sink 58 is lower than cutter 56 which results in cutter 56
having a temperature that is higher than the temperature of
heat sink 58. The advantages of this configuration wherein
heat sink 58 has less electronic resistance are at least twofold:
first, heat sink 58 provides a higher bandwidth for current
than cutter 56, which assists in maintaining uniform current
and thus even temperature throughout cutter 56; second,
because heat sink 58 is thicker and remains at a lower tem-
perature than cutter 56, it remains more rigid than cutter 56
and the added thickness and rigidity of heat sink 58 assists in
forming the proper shape of'kerf 211 consistently. After heat-
ing cutter 56 and heat sink 58, the electrical current flows
from heat sink 58 through cathode 60 and out of blade 44 to
complete the circuit.

Depending on the temperature of cutter 56, kerf 211 is
formed by vaporizing or melting a portion of foam panel 200
around blade 44. During such process, at least a portion of the
foam surrounding kerf 211 remains melted after foam panel
200 passes through blade 44. Heat sink 58 may operate to cool
such melted foam, which additionally assists in forming the
proper shape of kerf 211.

Various conductive materials may be used to construct
blades 44. A material with high resistivity is desired to result
in a small, thin blade 44 capable of reaching higher tempera-
tures to melt or vaporize the foam. Resistivity values of con-
ductive metals change with temperature. The best mode
known to the inventors is to construct blades 44 from
Nichrome metal because Nichrome has a relatively high
resistivity of 100x10°8Q-m at 20° C., yet a relatively low
temperature coefficient of 0.0004 (as compared with other
readily available metals). The operating temperature of cutter
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56 of cutting unit 15 is preferably in a range between about
700° F. to about 1200° F. (370° C. to 650° C.). The operating
temperature of heat sink 58 is preferably in a range between
about 250° F. to about 500° F. (120° C. to 260° C.). Other
operable temperature ranges may be obtained by adjusting
the thickness and width of cutter 56 and/or heat sink 58 or the
properties of the current flowing there through and are within
the scope of the present invention. The temperature of cutter
56 may be varied to adjust the width of the kerf 211. Generally
speaking, the higher the temperature, the wider the cut as the
blade melts more of the foam panel 200 adjacent to cutter 56.
In one embodiment, a micro-switch (not shown) is triggered
by a foam panel 200 which increases the voltage passing
through the blade 44 and, therefore, increases the temperature
of the hot knives to accommodate and compensate for the
cooling effect of the moving material on stationary cutting
blade 44 as foam panel 200 moves through the present cutting
machine 10. In this embodiment, when foam panel 200 exits
cutting unit 15, the micro-switch is no longer made thereby
switching the blade 44 temperature back to a lower setting.
This feature can help prevent the Nichrome blades 44 from
melting due to overheating between the foam panels 200
being fed through cutting unit 15.

In one embodiment, the ratio in the relative resistance
between the cutter 56 and the heat sink 58 is preferably
between 3:1 and 4:1, with ratios in the desired temperature
range being between about 3.37:1 and 3.51:1. The ratio of
resistance is effective in ensuring that cutter 56 remains at the
proper operating temperature during operation of cutting unit
15. Nichrome is a preferred material as the resistivity of the
metal does not change greatly within the preferred operation
temperature range. U.S. patent application Ser. No. 12/218,
678 includes a chart summarizing the resistivity of various
embodiments of the cutter 56 and heat sink 58.

As shown in FIGS. 6A and 6B, blades 44 may have an “L”
or a “J” shape wherein cutter 56 and heat sink 58 are shaped
to have a long side 68, a bottom side 70, the bottom side 70
extending substantially perpendicular to the end of long side
68. A stiffening return 72 may also be utilized to stiffen blade
44 wherein stiffening return 72 may comprise a ninety-degree
upward bend at one end of bottom width 70 opposite long side
68 as shown. Stiffening return 72 increases the rigidity and
structural stability of the cutting edge. Stiffening return 72
also comprises part of the cutting surface and will result in a
cut that has a “J” shape. Bridge 66 may connect the stiffening
return portions of cutter 56 and heat sink 58 as shown thereby
providing the current bridge between cutter 56 and heat sink
58. The dimensions of long side 68, bottom side 70 and
stiffening return may be selected by a person of skill in the art
to substantially match the flange configuration of the metal
stud 207 being used in building panel 201. These dimensions
are provided by each metal stud manufacturer and blades 44
may be easily configured to substantially match such dimen-
sions as obtained.

The cross-sectional area of cutter 56 and heat sink 58 may
also be selected based upon the size and shape of metal studs
207 to be used. Studs 207 for use in building construction are
commonly in the range of 14 to 24 gauge (0.0785 to 0.0276
inches), although sheet metal used in studs 207 can range
from 3 to 30 gauge or beyond (0.2391 inches to 0.0100
inches). For example, studs 207 constructed from 20 gauge
galvanized steel have a thickness 0 0.0396 inches (1.01 mm).
When using 20 gauge galvanized steel, a blade 44 having a
thickness of 0.0400 inches (1.02 mm) may be utilized to
create kerf 211. A person of skill in the art will appreciate that
the thickness of the cutter 56 and heat sink 58 should cut a
slot/kerf 211 that has a sufficient width 224 (shown in FIG.
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1B) to allow the insertion of a metal stud 207 and that the
thickness of cutter 56 and blade 58 may be selected based
upon the gauge and cross-section dimensions of metal stud
207 being incorporated into building panel 201. As described
above, the thickness of the slot/kerf 211 can be adjusted by
using one or more variables, for example, including: (1) the
speed at which foam panel 200 is fed through cutting unit 15,
(2) the temperature of cutter 56, and/or (3) the material thick-
ness of cutter 56.

One embodiment of cutter 56 has a length of 7.03 inches
(176 mm) and a width of 0.240 inches (6.10 mm), and one
embodiment of heat sink 58 has a length of 6.64 inches (169
mm) and a width of 0.710 inches (18.0 mm) However, a
person of skill in the art will appreciate that the length of the
long side 68 of cutter 56 and heat sink 58 may be selected
based upon the thickness of the foam panel 200, cut depth D,
and thermal barrier depth D, and, therefore, longer or shorter
lengths are within the scope of the present invention.

As shown in FIG. 7, an embodiment of drive system 30
may engage one or more pulleys/gears 74 disposed on an end
of upper and lower rollers 24 and 26. One embodiment of
drive system 30 is configured to drive upper and lower rollers
at identical speed. Thus, drive system 30 comprises a single
variable speed motor 76, a serpentine belt/chain 78, and it
may include one or more auxiliary transmission belt/chains
80. Motor 76 may be a single or bi-directional, single or
variable speed motor. Motor 76 may be electric or fuel pow-
ered, or any other motor now known or hereafter developed.
Motor 76 is preferably mounted to frame 22. It is preferred
that pulleys/gears 74 will have the same diameter so as to
ensure that the rate of rotation of each roller 24 and 26 is the
same. Serpentine belt/chain 78 and auxiliary belt/chain 80
will be selected to be complementary to the pulley/gear 74 as
within the skill of a person of skill in the art. A belt or chain
tensioner 84 may be utilized to tension the serpentine belt/
chain 78 as adjustable head 34 moves up and down to adjust
the position of upper rollers 24. Auxiliary transmission belt/
chains 80 may span between adjacent rollers 24 or 26 to
transfer the drive force from the roller driven by the serpen-
tine belt 78 to another adjacent roller. The auxiliary transmis-
sion belt/chain 80 may provide a drive power to the roller if
desired. Alternatively one or more rollers 24 and 26 may be
simply be mounted on a bearing for free rotation and provide
vertical support of the panel 200 while it is traversing through
cutting machine 10. One embodiment includes a nominal
speed of around 1.5 to 2.0 inches per second, although, the
present cutting machine may be configured to operate at any
speed that produces the desired slot dimension and pattern.
The width of the bottom of the stud profile cut into the foam
panel 200 is determined by the drive speed. For a larger width,
aslow speed is maintained, and for a narrower width, the drive
speed up on the main control is increased.

A person of'skill in the art will appreciate that in addition to
the embodiment described herein, that the drive system of
cutting machine 10 may be configured in a number of various
ways now known to feed foam panels 200 through cutting unit
15. For example, for foam panels having shorter lengths may
be driven through cutting unit 15 by a hydraulic arm (not
shown) that includes a ledge which engages the end of the
foam panel and pushes it through blades 44. Hydraulic arm
(not shown) can be operably connected to entry feeder plat-
form 14. Another embodiment (not shown) could include one
or more winches operably connected to the exit platform 16
wherein a steel or fiber cable or rope can be fed through
cutting unit 15 between blades 44 wherein the free end of the
steel or fiber rope or cable may include a bracket configured
to engage the far end of foam panel 200. The winch may then
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be engaged to wind the cable/rope to pull foam panel 200
through blades 44 of cutting unit 15.

FIG. 8 illustrates one embodiment of control panel 12 of
cutting unit 15. As shown, the control panel may include a
main on/off switch 86, a knife control switch 88 for each hot
knife 28, a temperature dial 90 for each blade 44, a roller start
button 92, a roller stop button 94, a roller direction switch 96,
an auxiliary feature switch 98, a status indicator light for the
power on 100, a status indicator light 102 for the blade a
proper temperature, and a roller speed dial 104. Knife control
switch 88 may be a multiple position switch that has a posi-
tion for off, a second position that activates actuator 42 to
lower or raise the blade 44, and a third position to initiate
current flow through blade 44. In one embodiment, each hot
knife 28 includes its own individual switch 88 as shown.
However, one switch may also control one or more hot-knifes
28. When the hot knife switch 88 is in a “heat” position to
initiate current through blade 44, a temperature dial 90 can be
adjusted to set the operating temperature of blade 44. Again,
atemperature dial 90 may be present for each hot-knife 28, or
alternatively, a temperature dial may adjust the temperature
for more than one blade 44. The roller start button 92 or
switch turns on motor 76 of drive system 30 to drive the
motors. Direction switch 96 controls whether the motor
drives the rollers to feed foam panel 200 forward or back-
ward. Roller stop button 94 then can be pressed to stop the
rollers and turn off motor 76. If motor 76 is a variable speed
motor, roller speed dial 104 may be used to increase or
decrease the output speed of motor 76 and, thereby, the speed
of' the rollers 24 and 16. Indicator lights may be provided for
machine “on” 100 and another light 102 indicating that the
blades are hot or have pre-heated. Auxiliary switch 98 may
control lights and/or a vacuum or air system to circulate air
through cutting unit 15.

In use, an operator will “power on” one embodiment of the
present cutting machine 10 by placing main switch 86 in the
“on” position. This “power on” feature may turn on an air
compressor or hydraulic pump that power any actuators,
motors, or other controls. An operator will set the operating
parameters for the present cutting machine 10 by adjusting
the spacing S between blades 44 of hot knives 28 to match the
metal stud 207 spacing S for the designed building panel 201.
The operator will also adjust the position of adjustable head
34 to match the thickness of foam panel 200. The operator
may use a tape measure or pre-measured thickness gauge (not
shown) disposed on the frame of the machine to determine the
thickness. The operator lowers and turns on the hot knifes 28
that will be used to cut slots/kerfs 211. A heat indicator light
102 may either (1) indicate current through the blades and the
blades are hot, and/or (2) that the blades have preheated to the
desired operating temperature. The operating temperature of
each blade 44 may be adjusted by adjusting one or more dials
90. The operator will the turn on the rollers 24 and 26 by
pushing the “on” button 92 and the user will adjust the direc-
tion of the rollers by adjusting switch 96. The speed of the
rollers may be adjusted by adjusting roller speed dial 104.
Next, the user may insert a leading end of foam panel into
cutting unit 15 wherein the rollers 24 and 26 feed foam panel
200 through blades 44 ofhot knives 28 at the operating speed
which cuts a “L” or “J” shaped cut through the continuous
length of foam. As discussed above, a microswitch may be
configured to be engaged when foam panel 200 is passing
through blades 44 to raise the temperature of blades 44 while
the foam panel 200 is being fed through cutting unit 15. Metal
studs 207, or a portion of the web and a flange thereof may
then be inserted into the slots/kerf 211 either manually or by
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another automated piece of equipment in series with the
present cutting machine 10 to construct an insulated building
panel 201.

The present cutting machine 10 is unique in that a foam
panel of any length can be passed through blade 44 and, thus,
once a foam panel 200 is introduced into the present cutting
machine 10, rollers 24 and 26 driven by motor 76 continu-
ously feed the sheet 200 through the cutting unit. The roller
feed may be stopped at any time to cut a horizontal cut as
described above for a window or door opening.

Once all the sheets are cut that are desired to cut, the
machine may be shut down until the next use. The hot knife
controls are positioned in the “off” position, the rollers are
turned off, and the main power switch may also be turned off.

As is evident from the foregoing description, certain
aspects of the present invention are not limited to the particu-
lar details of the examples illustrated herein. It is therefore
contemplated that other modifications and applications using
other similar or related features or techniques will occur to
those skilled in the art. It is accordingly intended that all such
modifications, variations, and other uses and applications
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which do not depart from the spirit and scope of the present
invention are deemed to be covered by the present invention.

Other aspects, objects, and advantages of the present inven-
tion can be obtained from a study of the drawings, the disclo-
sures, and the appended claims.

I claim:

1. A method for cutting kerfs into a foam panel as a step in
constructing an insulated building panel, the method com-
prising:

adjusting position of at least one upper roller relative to at

least one lower roller to define a gap distance between
said at least one upper roller and said at least one lower
roller;

fixing a position of a plurality of hot knives, said hot knives

each having a blade;

heating said blade of said hot knives; and

feeding a foam panel through said blades of said hot knives.

2. The method of claim 1 further comprising:

rotating one or both of said at least one upper roller and at

least one lower roller using a drive system; and
introducing said foam panel to said upper and lower rollers.

#* #* #* #* #*
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